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AMENDMENTS TO THE SPECIFICATION 



AMENDMENT TO THE ABSTRACT 

Replace the Abstract beginning on page 1 1 , with the following rewritten 
Abstract: 

Abstract 

A m e thod of produoing a gas g e n e rator hous i ng part of a th i n wa lle d 
tub e (22, 2 4 ) and a conn e cting pi e c e l at e ra l ly mount e d th e r e to, i s 
characteriz e d by th e fo ll owing st e ps: a) providing a tub e (22, 24) hav i ng a wa ll 
thickn e ss (WS) which amounts to a max i mum of 10% of a tub e e xt e rna l 
d i am e ter (D) and a minimum t e ns i l e str e ngth which amounts to at l e ast 
approx i mat el y 800 N/mm.sup i .2; b) provid i ng a conn e ct i ng p ie c e hav i ng an 
e xt e rna l diam e t e r (do) wh i ch amounts to b e tw ee n 15% and 40% of said tub e 
e xt e rna l d i am e t e r (D); c) a li gning sa i d conn e ct i ng pi e c e radially to sa i d tub e 
(22, 24) such that an e nd fac e (78) of sa i d conn e ct i ng pi e c e fac e s an out e r 
fac e of sa i d tub e (22, 2 4 ); d) jo i n i ng sa i d tub e (22, 2 4 ) and sa i d conn e ct i ng 
p ie c e by fr i ction w el ding, w i th produc i ng a r e lat i v e rotat i on b e twe e n sa i d tub e 
(22, 2 4 ) and said conn e ct i ng pi e c e and moving sa i d tub e (22, 2 4 ) and said 
conn e cting p ie c e towards e ach oth e r, f) a maximum w el ding tim e amounts to 
le ss than 1 s e c, pref e rab l y le ss than 0.3 s e c and g) a fr i ction d e pth (h) 
amounts to le ss than 80% of sa i d wa ll thickn e ss (WS) of said tub e (22, 24). 
Th i s m e thod provides a fr i ction w el ding proc e ss i n wh i ch th e friction d e pth is 
l ess than the wal l th i ckn e ss of th e tube (22). Th e r e is furth e r propos e d a gas 
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g e n e rator produc e d by such m e thod and a gas bag modu le i nc l uding such 
gas g e n e rator. A gas generator housing part is produced of a thin-walled tube 
having a wall thickness which amounts to a maximum of 10% of a tube 
external diameter and a minimum tensile strength which amounts to at least 
approximately 800 N/mm 2 . and a connecting piece having an external 
diameter which amounts to between 15% and 40% of the tube external 
diameter. After aligning the connecting piece radially to the tube such that an 
end face of the connecting piece faces an outer face of the tube, the tube and 
the connecting piece are joined by friction welding. A maximum welding time 
amounts to less than 1 second, preferably less than 0.3 second and a friction 
depth amounts to less than 80% of the wall thickness of the tube. 



